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In General: The arrangement of the pipe work must be such as to provide for all differential strains arising from expansion and contraction. The work to be of the best and most thorough possible. The steam pipe will be tested to 150 pounds.                                                                  W. H. B.
100.    Specifications for Leather Driving Belts.
The following specifications for large leather belts were prepared for the large water power electric plant at Austin, Texas, in 1894. It is thought they conform to the latest and best practice in the manufacture of leather belting.
There are to be six main driving belts and seven belts to drive dynamos, of dimensions as hereinafter scheduled.
These belts are to be of leather made from the best selected, large steer hides, of pure oak-bark tannage. The cuts are to be taken from the centre solid portions of the hides, and are not to include shoulders, flank or soft parts of the hides. Each piece is to be of fine, close fibres and all pieces are to be scarfed to a uniform thickness. No piece taken from one hide is to exceed a net length of fifty inches.
The individual pieces of the leather are to be thoroughly stretched after currying and again machine tested and the utmost stretch, within elastic limits, given to the belts when they have been made up complete.
The transverse lap joints are not to exceed four inches in longitudinal length, are to be scarfed in the best manner, thoroughly cemented and are to be made fast and durable without the use of pegs or rivets. All belt edges are to be properly rounded.
Ail belts are to be thoroughly water-proofed.
The complete belts are to he soft, pliable, and finished with smooth polished surfaces.
The belts of thirty-eight inch width are to be of double thickness. The outer face pieces are each to be in a single width, with centre conforming to the hack-hone centre of the hide. The inner, or running face pieces of the thirty-eight inch belts are to he n not ecu inches in net width and to have one and one-half inch .scarfed and lapped longitudinal joints. One edge of each half-width will be cut along the hack-bone centre oi the hide and in the makeup of the belt, these inside half widths are to be placed with the back-bone edges at the outer edges of the belt. These seam sides of the thirty-eight inch belts are to be run next the pulleys.
All the remaining belts arc to be of double thickness in single width pieces, with centres of each piece conforming to the back-bone centres of the hide. The belts are to be finished